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ELASTIC ROLLER AND PROCESS FOR PRODUCING SAME 
CROSS-REFERENCE TO RELATED APPLICATIONS 

The present application claims priority under 35 U.S.C. § 119 of German 
Patent Application No. German Patent Application No. 199 25 421.4, filed on June 
2, 1999, the disclosure of which is expressly incorporated by reference herein in its 
entirety. 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 

The present invention relates to a roller, e.g., for smoothing paper webs. The 
roller includes a hard roller core, which includes metal, and an elastic coating layer 
located on an outer side of the hard roller core. The elastic coating layer includes an 
elastic matrix material and fillers embedded in the matrix material. Furthermore, the 
invention relates to a process for producing such a roller. 

2. Discussion of Background Information 

Elastic rollers of this kind are, for example, used in glazing of paper webs. In 
this context, an elastic roller and a hard roller, respectively, together form a pressing 
nip through which the paper web to be processed is guided. While the hard roller has 
a very smooth surface that includes, e.g., steel or chilled iron and is provided for 
smoothing the facing side of the paper web, the elastic roller acting on-the opposite 
side of the paper web increases uniformity and effects compression of the paper web 
in the pressing nip. The size range of the rollers lies within lengths of about 3 to 12 
m and diameters of about 450 to 1 500 mm, respectively. They withstand linear forces 
of up to about 600 N/mm and compressive strain of up to about 130 N/mm 2 . 

Since the trend in paper manufacture is to perform the glazing in online 
operation, i.e., the paper web leaving the paper machine or the coating machine is 
directly guided through the paper smoothing device (calender), the requirements for 
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the rollers of the smoothing device are higher than before, e.g., with respect to 
temperature resistance. Because of the high transport speeds of the paper web which 
are required for online operation and, thus, the resulting high rotation speeds of the 
calender rollers, the nip frequency, i.e., the frequency with which the coating is 
compressed and released again, is increased. As a result, roller temperatures increase. 
These high temperatures resulting from online operation lead to problems which, in 
the known elastic rollers, can ultimately lead to the destruction of the plastic coating. 
In particular, in known plastic coatings, maximum temperature differentials of 
approximately 20 °C over the width of the rollers are acceptable and the plastic 
materials conventionally used for the coating have a substantially higher thermal 
expansion coefficient than the conventionally employed steel rollers or chilled iron 
rollers. Therefore, a temperature increase causes high axial stress between the steel 
or chilled iron roller and the plastic coating connected thereto. 

Because of these high stresses especially in combination with localized heat 
points within the plastic coating, so-called "hot spots" can occur at locations where 
detachment or even rupture of the plastic layer will occur. 

These hot spots occur especially when in addition to the mechanical stresses 
and the relatively high temperature crystallization points in the form of, for example, 
faulty adhesive connections, deposits, or above average indentations ef the elastic 
coating, e.g., by folds or foreign bodies on the paper web, are present. In these cases 
the temperature at these crystallization points of conventionally 80° C to 90 °C can 
increase to 150° C resulting in the aforementioned destruction of the plastic layer. 

For controlling the properties of the elastic coating layer, fillers and/or fibers 
are introduced into the matrix material. Depending on the quantity and physical 
properties of these fillers or fibers, the physical properties of the elastic coating layer 
are dominated or affected by the fillers or the fibers. 
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SUMMARY OF THF INVENTION 

The present invention provides a process for producing an elastic roller of the 
type generally discussed above, as well as a corresponding roller, in which the risk of 
the occurrence of hot spots is reduced. 

The roller of the instant invention, while similar in general to the above- 
discussed rollers, includes at least a portion of fillers which are metallic filler, at least 
in areas which include metal. A corresponding process according to the invention 
includes introducing at least one metallic filler into the elastic matrix material. 

The metallic fillers introduced into the matrix material result in an improved 
thermal conductivity of the elastic coating layer and a reduced dissipation in 
comparison to, e.g., aramide or glass fibers used as fillers. Due to the increased 
thermal conductivity the superheat occurring at critical locations can be dissipated 
more quickly so that a surpassing of the critical temperature and, thus, the occurrence 
of hot spots can be prevented. In this context, because of the high thermal 
conductivity of a metallic filler an especially quick dissipation of excess heat, for 
example, in the direction to the roller core is possible. 

While the elastic matrix material that conventionally includes resin, has a very 
poor thermal conductivity so that superheat locations that occur locally are essentially 
encapsulated, the metallic fillers have an extremely increased thermal conductivity in 
comparison to the matrix material so that the poor thermal conductivity of the matrix 
material is practically completely compensated by the metallic filler. 

Moreover, since the thermal expansion coefficient of the metallic fillers is 
smaller than the thermal expansion coefficient of the matrix material, it is achieved 
that the total thermal expansion coefficient of the coating layer is also smaller than 
that of the matrix material. In particular, by selecting a suitable .metal for the fillers 
the total thermal expansion coefficient of the coating layer can be adjusted to the 
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thermal expansion coefficient of the roller core. In this way, the longitudinal stresses 
between the coating layer and the roller core occurring upon heating of the roller can 
be reduced and, in an optimal situation, can be completely compensated. With this 
reduction or prevention of the longitudinal stresses, the risk of the occurrence of hot 
5 spots, respectively, of the detachment of the cover layer can be further reduced 

simultaneously. 

According to an advantageous embodiment of the invention, at least one 
portion of the metallic fillers is formed as a metal foam. In this context, the metal 
foam is impregnated or filled with elastic matrix material. 
10 3 By employing a metal foam as a metallic filler, an especially uniform 

§ distribution of the properties of the elastic coating layer predetermined by the metallic 

Hf material is provided. By filling the pores present within the metal foam with elastic 

d matrix material, an especially uniform mixing of matrix material and metal foam is 

7 achieved so that the elastic coating layer has very homogenous physical properties. 

■SSSSi 

1 5 S In this context, the metal foam and matrix material can be mixed already before 

&i application onto the roller core. However, it is also possible to first apply the metal 

@ foam onto the roller core, for example, by spraying, and to introduce the elastic matrix 

material into the metal foam in a subsequent method step. 

According to a further embodiment of the invention, at least a portion of the 
20 metallic fillers can be a metal powder, e.g., a nickel powder or chains of nickel 

powder. In this context, the metal powder can be formed as small sized particles, e.g., 
having particle sizes between approximately 5 to 50 urn, and preferably between 
approximately 10 to 20 um. 

In an embodiment as a metal foam, as well as in an embodiment as a metal 
25 powder, a very uniform distribution of the metallic fillers over the entire volume of 

the matrix material and, thus, of the elastic coating layer is possible. In particular, a 
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uniform distribution in the radial direction ensures that the heat occurring at a hot spot 
within the elastic coating layer can be dissipated in the direction toward the roller core 
and can be subsequently dissipated by it, e.g., in the axial direction. In this context 
it is advantageous when the metallic fillers extend radially without substantial 
5 disruptions down to the surface of the roller core. 

According to a further advantageous embodiment of the invention, at least a 
portion of the metallic fillers can be formed as metal fibers or metal rovings. The 
metal fillers can also at least partially be formed as metal-coated fibers and 
metal-coated rovings. In this case the fibers or rovings can advantageously comprised 
10jS of carbon and/or glass. 

| j In an embodiment of the metallic fillers as metal fibers or rovings, or as 

W metal-coated fibers or metal-coated rovings the physical properties of the metal may 

¥ be impressed onto the elastic coating layer. Accordingly, the elastic coating layer in 

r these situations also has a considerably increased thermal conductivity as well as a 

1 5m reduced thermal expansion coefficient in comparison to a pure resin layer. 

|J With a fiber-like embodiment of the fillers, an uninterrupted heat conducting 

1 path can be produced along the fiber as a function of its length. Depending on the 

orientation of the fibers, it is possible to achieve a preferred orientation of thermal 
conductivity in the radial or in the axial direction or, for a statistically distributed fiber 
20 orientation, a uniform distribution of the heat in all directions. 

While in the use of metal powder or fibers the elasticity of the matrix material 
is still of great importance for the total elasticity of the coating layer, in the case 
employing a metal foam the elasticity of the coating layer is more strongly determined 
by the metal foam. It is therefore advantageous to employ an elastic metal foam so 
25 that the coating layer overall still has the required elasticity. 
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In addition to the metallic fillers the matrix material may have additional 
fillers, e.g., in the form of fibers, such as carbon and/or glass fibers. These additional 
fibers as well as the metallic or metal-coated fibers or rovings can be advantageously 
arranged in a fiber layer or in radially sequentially positioned fiber layers. Especially 
when arranging several fiber layers, the properties of the coating layer, for example, 
its elasticity, can be determined by the number of fiber layers and the spacing between 
the individual fiber layers. It is also possible to vary the spacing between the fiber 
layers in the radial direction, especially to increase it in the radially outwardly 
direction, in order to realize at the surface a higher elasticity and, in the area of the 
surface of the roller core, a thermal conductivity and a thermal expansion coefficient 
of the coating layer adjusted to the roller core. 

The metal-coated fibers or rovings can be produced in that, before winding 
them onto the roller core, they are coated with metal, especially by being pulled 
through a metal bath. In principle, it is also possible to wind the fibers or the rovings 
substantially dry onto the roller core and to coat them during or after winding with the 
metal and/or to apply matrix material thereto. 

For producing a smooth surface of the roller, the coating layer is 
advantageously ground after application and drying. This may result in the metallic 
fillers embedded in the coating layer, when they extend into close proximity to the 
surface of the coating layer, to become exposed by the grinding process. This is 
especially advantageous when the surface of the matrix material is additionally coated 
with a metal for producing an extremely smooth surface because the metallic fillers 
exposed at the surface of the elastic matrix material provide very good anchoring 
points for the externally positioned metal coating. 

According to a further embodiment of the invention, the coating layer can 
include a radially outwardly positioned functional layer and a radially inwardly 
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positioned connecting layer for connecting the functional layer to the roller core. The 
metallic fillers can be arranged at least in the functional layer, at least in the 
connecting layer, or in both layers. Depending on the embodiment of the metallic 
fillers, as well as the respective quantity proportions within the layers, the physical 
5 properties of the layers are more or less determined by the metallic fillers. 

The use of nickel for the metallic fillers is advantageous because nickel forms 
a very good connection with the resin conventionally used as the matrix material. 

The present invention is directed to an elastic roller that includes a hard roller 
core and an elastic coating layer at an outer side of the hard roller core. The elastic 
loS coating layer includes an elastic matrix material and fillers imbedded in the matrix 

2 material, and at least a portion of the fillers include metallic fillers. 

Uj According to a feature of the invention, the hard roller core can include metal, 

U and the metallic fillers can include metal. Further, the roller is adapted for smoothing 

= paper webs. 

1 sjS At least a portion of the metallic fillers can include a metal foam. The metal 

|! foam can be one of impregnated and filled with the elastic matrix material. Further, 

g the metal foam can include pores which are at least partially filled with the elastic 

matrix material. 

Further, at least a portion of the metallic fillers can include a metal powder. 
20 The metal powder can include one of nickel powder and chains of nickel powder. 

Also, the metal powder may include small particles having particle sizes of between 
approximately 5 to 50 urn, and preferably the particle sizes are between approximately 
10 to 20 urn. 

In accordance with another feature of the invention, at least a portion of the 
25 metallic fillers can include one of metal fibers, one metal rovings, metal coated-fibers, 

and metal-coated rovings. Further, when the at least a portion of the metallic fillers 
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includes one of metal-coated fibers and metal-coated rovings, fibers of the one of said 
metal-coated fibers and the metal-coated rovings may include at least one of carbon 
and glass. 

According to still another feature of the invention, at least a portion of the 
5 fibers can be aligned in the axial direction, and the at least a portion of the fibers can 

be a predominant portion of the fibers. 

Further, at least a portion of the fibers can be aligned in the radial direction, 
and the at least a portion of the fibers can be a predominant portion of the fibers. 

According to a further feature of the instant invention, at least a portion of the 
1 oS fibers can be aligned in statistical distribution, and the at least a portion of the fibers 

'•sat:? 

can be a predominant portion of the fibers. 
U! The fibers can be arranged one of in a fiber layer and in radially sequentially 

ii *v; 

Oj arranged fiber layers. 

r In accordance with a still further feature of the present invention, at least a 

1 jrj portion of the metallic fillers can be elastically formed, 

f I Moreover, the elastic layer can further include additional fillers arranged in the 

S elastic matrix material. The additional fillers can include fibers including at least one 

of carbon and glass fibers. Also, the additional fillers may include at least one of 
quartz and PTFE. 

20 The metallic fillers may be arranged to extend up to a radially outer surface of 

the elastic matrix material, such that the metallic fillers are arranged to penetrate the 
radially outer surface. Still further, a radially outer surface of the elastic matrix 
material can be coated with metal. 

A thermal conductivity of the metallic fillers may be considerably higher than 

25 a thermal conductivity of the matrix material. 
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According to still another feature of the present invention, a portion of the 
metallic fillers can be arranged to extend radially inwardly up to a surface of the hard 
roller core. 

A thermal expansion coefficient of the metallic fillers may be smaller than a 
thermal expansion coefficient of said matrix material. Further, the thermal expansion 
coefficient of the metallic fillers may be substantially the same as a thermal expansion 
coefficient of the hard roller core. 

The coating layer may include a functional layer arranged in a radially 
outwardly region and a connecting layer arranged in a radially inwardly region. The 
connecting layer cam be adapted to connect the functional layer to the hard roller 
core, and the metallic fillers may be arranged at least in the functional layer. 

The matrix material can include a plastic material. Further, the plastic material 
may include one of a thermosetting resin and a thermoplastic material. 

In accordance with another feature of the present invention, the matrix material 
can include a resin-hardener combination. 

A concentration of the metallic fillers may be substantially uniformly 
distributed within the elastic matrix material Further, the metallic fillers can include 
metal powder. Still further, the metallic fillers can include at least one of metal fibers 
and metal coated fibers. 

A concentration of the metallic fillers may increase in a radially inwardly 
direction toward the hard roller core. Further, the metallic fillers can include metal 
powder. Still further, the metallic fillers cna include at least one of metal fibers and 
metal coated fibers. 

The present invention is directed to a process for producing an elastic roller 
that includes a hard roller core. The process includes combining at least one metallic 
filler into an elastic matrix material and applying the combined elastic matrix material 
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and at least one metallic filler onto an outer side of the hard roller core to form an 
elastic coating layer. 

According to a feature of the present invention, the hard roller core can include 

metal. 

Further, the metallic filler can include a metal foam which is one of 
impregnated and filled with the elastic matrix material 

The applying may include forming at least one fiber bundle including a 
plurality of one of metal fibers and metal-coated fibers, and winding the at least one 
fiber bundle onto the hard roller core. The winding may include winding several 
superimposed fiber layers on the hard roller core. 

According to yet another feature of the instant invention, the fiber bundle may 
be formed by at least one of at least one fiber roving and a fiber fleece. Further, the 
fiber bundle may be formed by the at least one fiber roving, and each roving can 
include a plurality of adjacently positioned fibers of a same kind. Still further, the 
fiber bundle may be enveloped with the matrix material before being wound onto the 
hard roller core, e.g., the fiber bundle can be pulled through a matrix bath. Further 
still, before being wound onto the hard roller core, the fiber bundle or the individual 
fibers can be coated with metal, e.g., the fiber bundle or the individual fibers can be 
pulled through a metal bath. The fiber bundle or the fibers may be wound onto the 
hard roller core in a substantially dry state, and, one of during and after winding, the 
fiber bundle or the fibers can be coated with at least one of the metal and the matrix 
material. The fibers are at least one of glass and carbon fibers. 

Other exemplary embodiments and advantages of the present invention may 
be ascertained by reviewing the present disclosure and the accompanying drawings. 
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RRTFF DESCRIPTION OF THF, DRAWINGS 
The present invention is further described in the detailed description which 
follows, in reference to the noted plurality of drawings by way of non-limiting 
examples of exemplary embodiments of the present invention, in which like reference 
numerals represent similar parts throughout the several views of the drawings, and 
wherein: 

Figure 1 illustrates a partial longitudinal section of a roller with an elastic 
coating layer formed in accordance with the features of the present invention; 

Figures 2, 3, and 4 illustrate rollers with elastic coating layers in accordance 
with the features of the instant invention; 

Figure 5 illustrate a schematic cross-sectional illustration of a device for 
separating fibers in rovings; and 

Figure 6 illustrates a schematic representation of a roller during it manufacture 
in accordance with the instant invention. 

DETAILED DESCRIPTION OF THE PRESEN T INVENTION 

The particulars shown herein are by way of example and for purposes of 
illustrative discussion of the embodiments of the present invention only and are 
presented in the cause of providing what is believed to be the most useful and readily 
understood description of the principles and conceptual aspects of- the present 
invention. In this regard, no attempt is made to show structural details of the present 
invention in more detail than is necessary for the fundamental understanding of the 
present invention, the description taken with the drawings making apparent to those 
skilled in the art how the several forms of the present invention may be embodied in 
practice. 
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Figure 1 illustrates a portion of a roller core 10 in longitudinal section, 
comprised of, e.g., steel or chilled iron. At an outer side of roller core 10, an elastic 
coating layer 12 is provided. 

Coating layer 12 can include, e.g., an elastic metal foam 13 having a plurality 
of pores 14. Pores 14 are filled with an elastic matrix material 15 comprising, e.g., 
a resin-hardener combination. The combination of elastic metal foam 13 with elastic 
matrix material 15 imparts the required total elasticity to the coating layer 12. 

Since metal foam 13 can have a very good thermal conductivity, the heat which 
is produced during use of the coated roller, e.g., due to flex work, and especially at 
superheat locations within coating layer 12 at crystallization points can be dissipated 
very quickly in the direction toward roller core 10 and, subsequently, dissipated in the 
radial or axial direction of roller core 10. In this context, when employing metal foam 
13, it is advantageous that practically over the entire radial and axial expansion of 
coating layer 12 metallic connecting paths exist between pores 14 so that a quick and 
unimpaired dissipation of undesirable heat can be ensured. 

Moreover, a thermal expansion coefficient of coating layer 12 can be 
determined primarily by a thermal expansion coefficient of metal foam 13 which, 
when suitably selected, corresponds approximately to a thermal expansion coefficient 
of roller core 10. In this way, longitudinal stresses at the connecting location between 
roller core 10 and coating layer 12, which can be caused by the heat occurring during 
operation, can be prevented. 

In an alternative exemplary embodiment illustrated in Figure 2, coating layer 
12 can be formed by an elastic matrix material 16 into which metallic fillers 17, e.g., 
metal powder, such as nickel powder, are introduced. Figure 2 illustrates two 
different distribution schemes for metallic fillers 17 in elastic matrix material 16, 
which are separated by a dashed line 1 8, which can be utilized separately or combined 
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in a manner similar to that illustrated in Figure 2. As schematically depicted on the 
left half dashed line 18 in Figure 2, metallic fillers 17 can be uniformly distributed 
across coating layer 12. Alternatively, or additionally, as schematically depicted on 
the right half of Figure 2, metallic fillers 17 can be arranged so that the concentration 
of metallic fillers 17 decreases in a radially outwardly direction. 

With such a distribution of metallic fillers 17, coating layer 12 in a radially 
inwardly region, i.e., in the region near roller core 10, has a total thermal expansion 
coefficient which is dominated by metallic fillers 17, while in the radially outwardly 
region, i.e., in the region near the outer surface of coating layer 12, the thermal 
expansion coefficient of coating layer 12 is determined primarily by the thermal 
expansion coefficient of elastic matrix material 16. In this manner, the radially 
outwardly region of coating layer 12 has a higher elasticity, and, at the same time, 
longitudinal tensions resulting from different thermal expansion coefficients between 
coating layer 12 and roller core 10 can be reduced in the connection area. 

In the embodiment according to Figure 3, the metallic fillers in elastic matrix 
material 1 6 include fibers 19 that are comprised of metal and/or are coated with metal. 

As with Figure 2, Figure 3 schematically illustrates two different distribution 
schemes for fibers 19 in elastic matrix material 16, which are separated by a dashed 
line 18, which can be utilized separately or combined in a manner similar to that 
illustrated in Figure 3. In the distribution depicted on the left side of dashed line 18, 
fibers 19 can be uniformly arranged within coating layer 12. Alternatively, or 
additionally, the distribution of fibers 19 on the right side of dashed line 18 includes 
a decreasing concentration of fibers 19 in the radially outwardly oriented direction. 
This results of these distributions are the same as discussed above with regard to 
Figure 2. 
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The embodiment of metallic fillers as fibers 19 has the advantage that, 
depending on the length of fibers 19, the heat produced respectively in an interior of 
coating layer 12 can be quickly dissipated without interruption through elastic matrix 
material 16. Additionally, fibers 19 can provide a higher stiffness of coating layer 12. 

In the embodiment according to Figure 3, a metal layer 21 can be provided at 
a surface 20 of coating layer 12, such that a very smooth surface of the roller is 
achieved. The metal layer can have a thickness of, e.g., approximately 10 jam. In this 
manner, due to this minimal thickness, the elasticity of the roller coating may be 
maintained. 

A portion of fibers 19, which is indicated with reference numeral 19', can 
extend up to surface 20 of coating layer 12 and, thus, can be in contact with metal 
layer 21 . In this manner, an especially safe connection of metal layer 2 1 with coating 
layer 12 can be produced. 

In a similar way, the embodiments of Figures 1, 2, and 4 can also be provided 
with a metal layer 2 1 . 

In the embodiment depicted in Figure 4, fiber layers 22 can be embedded in 
elastic matrix material 16 of coating layer 12 and may extend essentially 
concentrically to roller core 10. Fiber layers 22 can result, e.g., when coating layer 12 
is produced by winding fiber rovings 4, e.g., in a manner illustrated in Figure 6. 

Figure 5 cross-sectionally illustrates a plurality of fibers 1 which are formed 
as either metallic fibers or fibers coated with a metal. Fibers 1 can be combined in a 
comb-shaped or rake-shaped collecting unit 3 into single-layer fiber bundles, i.e., fiber 
rovings 4. 

A respective fiber roving 4 can be separated from a neighboring roving 4 by 
a tooth 6 of collecting unit 3 . In this manner, a uniform distribution of fibers 1 within 
a roving band 7 formed by fiber rovings 4 may be ensured. 
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While in Figure 5, rovings 4 are represented in an idealized way as a single 
layer, in practice, roving 4 can include a plurality of fiber layers of which each 
individual fiber has a diameter of, e.g., approximately 8 to 12 urn, and roving 4 can 
have a thickness of, e.g., approximately 0. 1 to 0.3 mm. It is important that the width 
5 of roving 4, relative to the thickness, is substantially greater so that it has substantially 

a single-layer construction. 

Figure 6 illustrates an exemplary embodiment depicting the guiding and 
combining of fibers 1, as well as additional fibers 2. In particular, fibers 1 and 
additional fibers 2 can be guided across collecting unit 3 and combined into roving 
lOP band 7. Thereafter, roving band 7 can be guided through a coating device 8, which 

: J1 is provided when fibers 1 and 2 do not include metal, but are only fiber bases to be 

J coated with metal. For example, fibers 1 and 2 can include, e.g., carbon, glass, 

5; aramide, or other suitable materials. In coating device 8, individual rovings 4 are 

!" J coated with liquid metal 9 so that rovings 4 are completely enveloped within metal. 

1 5=3 In a similar manner, roving band 7 can be subsequently pulled through a matrix bath 

ft (not shown) so that the metal-coated fibers can be finally completely embedded in the 

C'f matrix material. 

Roving band 7, which is coated and completely embedded in matrix material 
can be subsequently wound onto roller core 10 with butt joints so that, after one 
20 winding process over an entire length of roller core 10, roller core 10 is completely 

coated with a roving layer. This winding process can be performed multiple times 
until a coating layer 12 with a thickness of, e.g., approximately 3 to 20 mm is 
produced. 

Subsequently, coating layer 12 can be ground for producing a smooth surface, 
25 or, as indicated in Figure 3 , can be provided with a metal coating 2 1 . 
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It is noted that the foregoing examples have been provided merely for the 
purpose of explanation and are in no way to be construed as limiting of the present 
invention. While the present invention has been described with reference to an 
exemplary embodiment, it is understood that the words which have been used herein 
are words of description and illustration, rather than words of limitation. Changes 
may be made, within the purview of the appended claims, as presently stated and as 
amended, without departing from the scope and spirit of the present invention in its 
aspects. Although the present invention has been described herein with reference to 
particular means, materials and embodiments, the present invention is not intended 
to be limited to the particulars disclosed herein; rather, the present invention extends 
to all functionally equivalent structures, methods and uses, such as are within the 
scope of the appended claims. 
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WHAT IS CLAIMED IS: 

1 . An elastic roller comprising: 
a hard roller core; 

an elastic coating layer at an outer side of said hard roller core; 
said elastic coating layer comprising an elastic matrix material and fillers 
imbedded in said matrix material; 

at least a portion of said fillers comprising metallic fillers. 

2. The elastic roller in accordance with claim 1 , wherein said hard roller 
core comprises metal, and wherein said metallic fillers comprise metal. 

3. The elastic roller in accordance with claim 2, wherein said roller is 
adapted for smoothing paper webs. 

4. The elastic roller in accordance with claim 1 , wherein at least a portion 
of said metallic fillers comprises a metal foam. 

5. The elastic roller in accordance with claim 4, wherein said metal foam 
is one of impregnated and filled with said elastic matrix material. 

6. The elastic roller in accordance with claim 4, wherein said metal foam 
comprises pores which are at least partially filled with said elastic matrix material. 

7. The elastic roller in accordance with claim 1 , wherein at least a portion 
of said metallic fillers comprises a metal powder. 

8. The elastic roller in accordance with claim 7, wherein said metal 
powder comprises one of nickel powder and chains of nickel powder. 

9. The elastic roller in accordance with claim 7, wherein said metal 
powder comprises small particles having particle sizes of between approximately 5 
to 50 urn. 

1 0 . The elastic roller in accordance with claim 9, wherein said particle sizes 
are between approximately 1 0 to 20 um. 
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1 1 . The elastic roller in accordance with claim 1 , wherein at least a portion 
of said metallic fillers comprises one of metal fibers, metal rovings, metal-coated 
fibers, and metal-coated rovings. 

12. The elastic roller in accordance with claim 11, wherein the at least a 
portion of said metallic fillers comprises one of metal-coated fibers and metal-coated 
rovings. 

13. The elastic roller in accordance with claim 12, wherein fibers of said 
one of said metal-coated fibers and said metal-coated rovings comprise at least one 
of carbon and glass. 

14. The elastic roller in accordance with claim 1 1 , wherein at least a portion 
of said fibers is aligned in the axial direction. 

15. The elastic roller in accordance with claim 14, wherein said at least a 
portion of said fibers comprises a predominant portion of said fibers. 

1 6 . The elastic roller in accordance with claim 1 1 , wherein at least a portion 
of said fibers is aligned in the radial direction. 

17. The elastic roller in accordance with claim 16, wherein said at least a 
portion of said fibers comprises a predominant portion of said fibers. 

18. The elastic roller in accordance with claim 1 1 , wherein at least a portion 
of said fibers is aligned in statistical distribution. 

19. The elastic roller in accordance with claim 1 8, wherein said at least a 
portion of said fibers comprises a predominant portion of said fibers. 

20. The elastic roller in accordance with claim 11, wherein said fibers are 
arranged in one of a fiber layer and radially sequentially arranged fiber layers. 

2 1 . The elastic roller in accordance with claim 1 , wherein at least a portion 
of said metallic fillers are elastically formed. 
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22. The elastic roller in accordance with claim 1, said elastic layer further 
comprising additional fillers arranged in said elastic matrix material. 

23. The elastic roller in accordance with claim 22, wherein said additional 
fillers comprise fibers including at least one of carbon and glass fibers. 

24. The elastic roller in accordance with claim 22, wherein said additional 
fillers comprise at least one of quartz and PTFE. 

25. The elastic roller in accordance with claim 1, wherein said metallic 
fillers are arranged to extend up to a radially outer surface of said elastic matrix 
material. 

26. The elastic roller in accordance with claim 25, wherein said metallic 
fillers are arranged to penetrate said radially outer surface. 

27. The elastic roller in accordance with claim 1, wherein a radially outer 
surface of said elastic matrix material is coated with metal. 

28. The elastic roller in accordance with claim 1, wherein a thermal 
conductivity of said metallic fillers is considerably higher than a thermal conductivity 
of said matrix material. 

29. The elastic roller in accordance with claim 1, wherein a portion of said 
metallic fillers are arranged to extend radially inwardly up to a surface of said hard 
roller core. 

30. The elastic roller in accordance with claim 1, wherein a thermal 
expansion coefficient of said metallic fillers is smaller than a thermal expansion 
coefficient of said matrix material. 

31. The elastic roller in accordance with claim 30, wherein said thermal 
expansion coefficient of said metallic fillers is substantially the same as a thermal 
expansion coefficient of said hard roller core. 
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32. The elastic roller in accordance with claim 1 , wherein said coating layer 
comprises a functional layer arranged in a radially outwardly region and a connecting 
layer arranged in a radially inwardly region, 

wherein said connecting layer is adapted to connect said functional layer to 
said hard roller core, and 

wherein said metallic fillers are arranged at least in said functional layer. 

33. The elastic roller in accordance with claim 1, wherein said matrix 
material comprises a plastic material. 

34. The elastic roller in accordance with claim 33, wherein said plastic 
material comprises one of a thermosetting resin and a thermoplastic material. 

35. The elastic roller in accordance with claim 1, wherein said matrix 
material comprises a resin-hardener combination. 

36. The elastic roller in accordance with claim 1, wherein a concentration 
of said metallic fillers is substantially uniformly distributed within said elastic matrix 
material. 

37. The elastic roller in accordance with claim 36, wherein said metallic 
fillers comprise metal powder. 

38. The elastic roller in accordance with claim 36, wherein said metallic 
fillers comprise at least one of metal fibers and metal coated fibers. 

39. The elastic roller in accordance with claim 1 , wherein a concentration 
of said metallic fillers increases in a radially inwardly direction toward said hard roller 
core. 

40. The elastic roller in accordance with claim 39, wherein said metallic 
fillers comprise metal powder. 

41. The elastic roller in accordance with claim 39, wherein said metallic 
fillers comprise at least one of metal fibers and metal coated fibers. 
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42 . A process for producing an elastic roller that includes a hard roller core, 
the process comprising: 

combining at least one metallic filler into an elastic matrix material; and 
applying the combined elastic matrix material and at least one metallic filler 
onto an outer side of the hard roller core to form an elastic coating layer. 

43 . The process in accordance with claim 42, wherein the hard roller core 
comprises metal. 

44. The process in accordance with claim 42, wherein the metallic filler 
comprises a metal foam which is one of impregnated and filled with the elastic matrix 
material. 

45. The process in accordance with claim 42, wherein the applying 
comprises forming at least one fiber bundle comprised of a plurality of one of metal 
fibers and metal-coated fibers, and winding the at least one fiber bundle onto the hard 
roller core. 

46 . The process in accordance with claim 45 , wherein the winding includes 
winding several superimposed fiber layers on the hard roller core. 

47. The process in accordance with claim 42, wherein the fiber bundle is 
formed by at least one of at least one fiber roving and a fiber fleece. 

48. The process in accordance with claim 47, wherein the fiber bundle is 
formed by the at least one fiber roving, and each roving comprises a plurality of 
adjacently positioned fibers of a same kind. 

49. The process in accordance with claim 47, wherein the fiber bundle is 
enveloped with the matrix material before being wound onto the hard roller core. 

50. The process in accordance with claim 49, wherein the fiber bundle is 
pulled through a matrix bath. 
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5 1 . The process in accordance with claim 47, wherein, before being wound 
onto the hard roller core, the fiber bundle or the individual fibers are coated with 
metal. 

52. The process in accordance with claim 51, wherein the fiber bundle or 
the individual fibers are pulled through a metal bath. 

53. The process in accordance with claim 47, wherein the fiber bundle or 
the fibers are wound onto the hard roller core in a substantially dry state, and 

wherein one of during and after winding, the fiber bundle or the fibers are 
coated with at least one of the metal and the matrix material. 

54. The process in accordance with claim 47, wherein the fibers are at least 
one of glass and carbon fibers. 

5 5 . The process in accordance with claim 42, wherein a concentration of the 
metallic fillers is substantially uniformly distributed within the elastic matrix material 

56. The process in accordance with claim 55, wherein the metallic fillers 
comprise metal powder. 

57. The process in accordance with claim 55, wherein the metallic fillers 
comprise at least one of metal fibers and metal coated fibers. 

5 8 . The process in accordance with claim 42, wherein a concentration of the 
metallic fillers increases in a radially inwardly direction toward the hard roller core. 

59. The process in accordance with claim 58, wherein the metallic fillers 
comprise metal powder. 

60. The process in accordance with claim 58, wherein the metallic fillers 
comprise at least one of metal fibers and metal coated fibers. 
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ABSTRACT OF THE DISCLOSURE 
Elastic roller and process for producing elastic roller. The elastic roller 
includes a hard roller core and an elastic coating layer at an outer side of the hard 
roller core. The elastic coating layer includes an elastic matrix material and fillers 
imbedded in the matrix material, and at least a portion of the fillers include metallic 
fillers. The process includes combining at least one metallic filler into an elastic 
matrix material and applying the combined elastic matrix material and at least one 
metallic filler onto an outer side of the hard roller core to form an elastic coating 
layer. 
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Declaration and Power of Attorney For Utility or Design Patent Application 

Erklarung fur Paten tan meldungen zur Gebrauchseignung und Entwicklung 

mit Vollmacht 

German Language Declaration 

As a below named inventor, I hereby declare that: 
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Als nachstehend benannter Erfmder erklare ich hiermit an Eides 
Start: 

daS mem Wohnsitz, meine Postanschrift und meine Staats- 
angehorigkeit den im nachstehenden nach meinem Namen 
aufgefuhrten Angaben entsprechen, daB ich nach bestem Wissen der 
urspriingliche, erste und alleinige Erfinder (falls nachstehend nur ein 
Name angegeben ist) oder ein ursprunglicher, erster und Miterfmder 
(falls nachstehend mehrere Namen aufgefuhrt sind) des Gegenstandes 
bin, fur den dieser Antrag gestellt wird und fur den ein Patent fur die 
Erfindung mit folgendem Titel beantragt wird: 

F.T.ASTTSCKF WAT.ZH IJND VF.RFAHRRN ZUM HF,RSTFJ,T,F,N 
F,TNF,F SOT, CHEN 

deren Beschreibung hier beigefiigt ist, es sei denn (in diesem Faile 
Zutreffendes bitte ankreuzen), diese Erfindung 

H wurde angemeldet am . 



unte* der US-Anmeldenummer _ 

unjfiwurde am abgeandert (falls zutreffend) 

urf|r der PCT internationalen Anmeldungsnummer 

urik -^vurde am abgeandert (falls zutreffend). 

Ich bfkiatige hiermit, daB ich den Inhalt der oben angegebene Paten- 
tanmfijiung, einschlieBlich der Anspriiche, die eventuell durch einen 
obenlfikvarmten Zusatzantrag abgeandert wurde, durchgesehen und 
verstanden habe. 

Ich efgenne meine Pflicht zur Offenbarung jeglicher Informationen 
an, dfiyzur Priifung der Patentfahigkeit in Einklang mit Titel 37, Code 
of Fefilral Regulations, § 1 .56 von Belang sind. 

Ich betmspruche hiermit auslandische Prioritatsvorteile gemaB Title 
35, ijSCode, § 1 19 (a)-(d), bzw. § 365(b) aller unten aufgefuhrten 
Auslantlsanmeldungen fur Patente oder Erfmderurkunden, oder § 
365(a) aller PCT internationalen Anmeldungen, welche wenigstens 
ein Land ausser den Vereingten Staaten von Amerika benennen, und 
habe nachstehend durch ankreuzen samtliche Auslandsanmeldungen 
fur Patente bzw. Erfmderurkunden oder PCT internationale 
Anmeldungen angegeben, deren Anmeidetag dem der Anmeldung, 
fur welche Prioritat beansprucht wird, vorangeht. 

Prior Foreign Applications 

Friihere auslandische Anmeldungen 



My residence, post office address and citizenship are as stated 
below next to my name. 

I believe I am the original, first and sole inventor (if only one name 
is listed below) or an original, first and joint inventor (if plural 
names are listed below) of the subject matter which is claimed and 
for which a patent is sought on the invention entitled 

FT.ASTTC ROT.T.FR AND METHOD FOR PRODUCING SAME 



the specification of which is attached hereto unless the following 
box is checked: 



□ was filed on_ 



. as 



United States Application Number . 
and was amended on 



.(if applicable) 



or, 

PCT International Application Number 
and was amended on 



.(if applicable). 



I hereby state that I have reviewed and understand the contents of 
the above identified specification, including the claims, as 
amended by any amendment referred to above. 



I acknowledge the duty to disclose information which is material 
to patentability as defined in Title 37, Code of Federal 
Regulations, §1.56. 

I hereby claim foreign priority under Title 35, United States Code 
§119 (a-d) or §365(b) of any foreign application(s) for patent or 
inventor's certificate, or §365(a) of any PCT international 
application which designated at least one country other than the 
United States, listed below. I have also identified below, by 
checking the "No" box, any foreign application for patent or 
inventor's certificate, or of any PCT international application 
having a filing date before that of the application on which priority 
is claimed: 



Priority Claimed 
Prioritatsanspruch 



199 25 421.4 



GERMANY 



(Number) 
(Nummer) 



(Country) 
(Land) 



(Number) 
(Nummer) 



(Country) 
(Land) 



2/.IT INK/ 1999 



(Day/Month/Year Filed) 
(Tag/Monat/Jahr der Anmeldung) 

(Day/Month/Year Filed) 
(Tag/Monat/Jahr der Anmeldung) 





□ 


Yes 


No 


Ja 


Nein 


□ 


□ 


Yes 


No 


Ja 


Nein 



□ Zusatzliche einstweilige Anmeldungsnummern sind im 
Prioritatsanhang aufgefuhrt. 



□ Additional foreign application numbers are listed 
on a supplemental priority sheet attached hereto. 
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Ich beanspruche hiermit Priori tatsvorteile unter Title 35, US-Code, § 
1 19(e) aller US-Hi Ifsanmeldungen wie unten aufgezahit. 



I hereby claim the benefit under Title 35, United States Code 
§1 19(e) of any United States provisional application(s) listed 
below. 



(Application Number) 
(Aktenzeichen) 



(Day/Month/Year Filed) 
(Tag/Monat/Jahr der Anmeldung) 



(Application Number) 
(Aktenzeichen) 



(Day/Month/Year Filed) 
(Tag/Monat/Jahr der Anmeldung) 



(Application Number) 
(Aktenzeichen) 

d Zusatzliche einstweilige Anmeldungsnurnmern sind im 
erganzenden Priori tatsanhang aufgefuhrt. 

Ich beanspruche hiermit die mir unter Title 35, US-Code, § 120 
zustehenden Vorteile aller unten aufgefuhrten US-Patentanmeldungen 
bzw, § 365(c) aller PCT internationalen Anmeldungen, welche die 
Vereinigten Staaten von Amerika benennen, und erkenne, insofern der 
GegdSitand eines jeden fhiheren Anspruchs dieser Patentanmeldung 
nichijj'emer US-Patentanmeldung, bzw. PCT internationalen 
Anmgjfciung in in einer gemaB dem ersten Absatz von Title 35, US-Code, 
§ 1 ISforgeschriebenen Art und Weise offenbart wurde, meine Pflicht zur 
Offeplfarung jeglicher Information en an, die zur Priifung der 
Pate&iiahigkeit in Einklang mit Title 37, Code of Federal Regulations, § 
1 .56|f|n Belang sind und die im Zeitraurn zwischen dem Anmeldetag der 
fruhffln Patentanmeldung und dem nationalen oder im Rahmen des 
Vertmgs iiber die Zusammenarbeit auf dem Gebiet des Patentwesen 
(PCTjTgu ltigen internationalen Anmeldetags bekannt geworden sind. 



(Day/Month/Year Filed) 
(Tag/Monat/Jahr der Anmeldung) 

□ Additional provisional application numbers are listed 
on a supplemental priority sheet attached hereto. 

I hereby claim the benefit under Title 35, United States Code 
§ 120 of any United States application(s), or §365(c) of any 
PCT international application designating the United States, 
listed below and, insofar as the subject matter of each of the 
claims of this application is not disclosed in the prior United 
States or PCT international application in the manner provided 
by the first paragraph of Title 35, United States Code § 1 12, 1 
acknowledge the duty to disclose information which is 
material to patentability as defined in Title 37, Code of Federal 
Regulations §1.56 which became available between the filing 
date of the prior application and the national or PCT 
international filing date of this application. 



K Application No.) 
: (Aktenzeichen) 



(Day/Month/Year Filed) 
(Tag/Monat/Jahr eingereicht) 



(Status) 

(patentiert, schwebend, aufgegeben) 
(patented, pending, abandoned) 



; (Application No.) 
(Aktenzeichen) 



(Day/Month/Year Filed) 
(Tag'Monat/Jahr eingereicht) 



d Zusatzliche USA oder intern ationale Anmeldungsnurnmern sind 
im erganzenden Prioritatsanhang aufgefuhrt. 

Ich erklare heirmit, daB aljejn der vorliegenden Erklarung von mir 
gemachte Angaben nach'6estem Wissen und Gewissen der Wahrheit 
entsprechen, und ferner daS ich diese eidesstattliche Erklarung in 
Kenntnis dessen ablege, daB wissentlich und vorsatzlich falsche Angaben 
oder dergleichen gemafi § 1001, Title 18 des US-Code strafbar sind und 
mit Geldstrafe und/oder Gefangnis bestraft werden konnen und da8 
derartige wissentlich und vorsatzlich falsche Angaben die 
Rechtswirksamkett der vorliegenden Patentanmeldung oder eines 
aufgrund deren erteilten Paten tes gefahrden konnen, 

Hiermit bevollmachtgt der Unterzeichnete den hierin genannten entweder 
USA-Anwalt oder Stellvertreter, in der Abwesenheit einer direkten 
Verstandigung zwischen den USA-Anwalt oder Stellvertreter und dem 
Unterzeichneten Anweisungen, die der der Anmeldung betreffend dem 
Patent und Warenzeichen Amt zugestellt werden, von entweder seinem 
auslandischen Patentvertreter oder Stellvertreter der Gesellschaft 
anzunehmen und auszufuhren. Sollte sich das Personal andern, von dem 
Anweisungen angenommen werden mogen, dann wird der hierin 
genannte USA-Anwalt oder Stellvertreter entprechend von dem 
Unterzeichneten ben acinic htigt. 



(Status) 

(patentiert, schwebend, aufgegeben) 
(patented, pending, abandoned) 

n Additional U.S. or international application numbers are 
listed on a supplemental priority sheet attached hereto. 

I hereby declare that all statements made herein of my own 
knowledge are true and that all statements made on 
information and belief are believed to be true; and further that 
these statements were made with the knowledge that willful 
false statements and the like so made are punishable by fine or 
imprisonment, or both, under Section 1001 of Title IS of the 
United States Code and that such willful false statements may 
jeopardize the validity of the application or any patent issued 
thereon. 

The undersigned hereby authorizes the U.S. attorney or agent 
named herein to accept and follow instructions from either his 
foreign patent agent or corporate representative, if any, as to 
any action to be taken in the Patent and Trademark Office 
regarding this application without direct communication 
between the U.S. attorney or agent and the undersigned. In the 
event of a change in the persons from whom instructions may 
be taken, the U.S. attorney or agent named herein will be so 
notified by the undersigned. 
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VERTRETUNGSVOLLMACHT: Als benannter Erflnder 
beauftrage ich hiermit den (die) nachstehend aufgefiihrten 
Patentanwait (Patentanwaite) und/oder Vertreter mit der Verfolgung 
der vorliegenden Paten tan meldung sowie mit der Abwicklung aller 
damit verbundenen Angelegenheiten vor dem US-Patent- und 
Markenamt: (Name(n) und Regis trationsnummer(n) auflisten) 



POWER OF ATTORNEY: As a named inventor, I hereby 
appoint the following attomey(s) and/or agent(s) to prosecute this 
application and transact ali business in the Patent and Trademark 
Office connected therewith: (list name and registration number) 



KUNDENNUMMER 7055 



Die ernannten Patenanwalte sind zur Zeit: 

Neil F. Greenblum Reg. No. 28,394 

Bruce H. Bernstein Reg. No. 29,027 

Arnold Turk Reg. No. 33,094 

James L. Rowland Reg. No. 32,674 



CUSTOMER NUMBER 7055 



The appointed attorneys presently include: 

Stephen M. Roylance Reg. No. 3 1 ,296 

Leslie J. Paperner Reg, No. 33,329 

William Pieprz Reg. No. 33,630 

William E. Lyddane Reg. No. 41,568 



Address: Greenblum & Bernstein, PX.C. 

1 94 1 Roland Clarke Place 
Reston, VA 20191 



f I 

TeleSjngesprache bitte richten an: Direct Telephone Calls to: 

00 Greenblum & Bernstein, P.L.C 

111 (703)716-1191 


VoiHmd Nachname des einzigen oder ersten Erfinders: 
Dr. Ilk Christian KARGER 


Full name of sole or first inventor 
Dr. Jens Christian KARGER 


.linfechrift des Erfinders k Datum 

li £ 


Inventor's signature Date 

^ i 


■SOT ^ 

Wcfasitz 

Winplrthur, SCHWEIZ 


I^.esidence 

Winterthur, SWITZERLAND 


-sfflstr 

Staipangehorigkeit 
SCHWEIZ 


Citizenship 
SWITZERLAND 


Postanschrift 

Biihlackerweg 32, 8405 Winterthur, SCHWEIZ 


Post Office Address 

Biihlackerweg 32, 8405 Winterthur, SWITZERLAND 


Vor-und Nachname des zweiten Miterfinders (fails zutreffend) 
Dr. Albert Maria VODERMAYER 


Full name of second joint inventor, if any 
Dr. Albert Maria VODERMAYER 


Unterschrift des zweiten Erfinders Datum 

i P 


Second Inventor's Signature Date 

^ £ 


^Wohnsitz 
Dietlikon, SCHWEIZ 


Residence 
Dietlikon, SWITZERLAND 


Staatsangehorigkeit 
SCHWEIZ 


Citizenship 
SWITZERLAND 


Postanschrift 

Klotener Strasse 6, 8305 Dietlikon, SCHWEIZ 


Post Office Address 
Klotener Strasse 6, 8305 Dietlikon, SWITZERLAND 


(Bitte entsprechende Informationen und Unterschriften im Falle 
von dritten und weiteren Miterfindern angeben). 


(Supply similar information and signature for third and 
subsequent joint inventors). 



